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EAST GEI MANY
NATAL/BCONCMIC
Instiuctions issued by the Russians for the handling of the steel

type AK 16 to be used in the armour plating of the bridge of the
soal-ore fre.ghtors being constructed at WARNEMUENDE (12 Feb 1957)

twe orders issued by the Russians
&8 to how work on the armour-plating of the bridge of the cosl-ore
freizhter should be carried out.

PREPARATION of STEEL TYPE AX 16 for the BRIMIE of COA:~-CRE FREIGHTERS

A. Proparation of material:

1. Ths cuiting out of the steel rlates is to be carried out using wh oxy-
asetylene cutter. Cutting must only be carried out at temperaiures
above 0° Centigrade. The plazes where oxy-acetylene cutting is carried
out must be protected frem draught and precipitacion, Berore cutting,
the steel plate must be cleaned on both sides in the arss of the intended
cut and made frsc from oil, paint, scaling or any other impure matter.

2. All cutting must e done gstandardly using a machine operated cubter.
Cutting by hand is enly allawed for cutting arecas which cannot be reached
by machine. The specd for hand-cutting must be maintained at 500 mm/min
at 3.5 stmospheres absolute of oxygen pressurc. When cutiing, the oxygen
mst e 7"9% pure. The quoted figures are related to VEY-acetylene cutting.

5. Defore culting commences, the heart of the flame whea burning normally
must be set tc have sharply outlined edges. It is forbidden to worlk with
an excess of exy-acetylene. Cutting must be done evenly. When breaking
off ia the middle of a out the cut must be carried on to a part of the
metal vhich is not going to be used. The interruption of cutting whilst
on 2 curve ig a0t permitted. Particular care must he given to the clean-
liness of the cut as streaks and cuts frrm a good basis for later cracks.
Waste :ust cnly be cleared awuy after everything has completely cocled.
Af'ter the waste has been cleared away, all rovgl edges muet be levelled
and comers rounded ff (r = 2.5 to 3 mm). .

4. After lovelling, the edges must be carefully inspected to ensurc that ro
cracks or other faults sxigt, Any faulte found wust be removed by grind-
ing end must then be welded up using rods of *he type YOHN»13/55 or YOIM..
13/45A. The areas welded up must then be ground down to the required
measurements using a polishing dise.

5. Adjustmeat to parts or nlates is to be done vhen necessary using 3 or 7
roller-beds. The sheets are to be c¢»rid and nct pre-warmed. (It will be
presumed that the plates will be delivered in an alrcady pre-warmed state,)

Kote:  Adjustment to the plates after welding can alsc be done
when necessary with the plates in a oold conditior.

B. Preparation of perts for fithing and fitting vogether for velding:

1. All parts which are to be fitted together must be cleaned at tie area
for the wolding seams and on the surface of the plates to a minimum of
15 mn from tho edges. Cleaning of these arcas must be dono right dowm
to the bare metal to ensure that rust, paint, oil, ascaling and other
~dirt is oempletely removed. The cleanliness of the surfaces will he

inspocted immediately before weldiﬁ e Gcegsary they
must bo recleaned. c!E' cﬁ, ‘ ﬁl 25X1
 QERQET - B8 Retirisie mwiw
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The welding cracks must correspond to "GOST 5264-50". The cracks,
which differ with the shipyards, must be corrected. Subsequent
work on corrgctions must be carried out by grinding or chipping.

The making fast of parts to be welded must be done by bolting,
ballast~loading and osher means which will not hinder the weld-
ing and will allow a free shrinking of the seam. Such equipment
can be used at the same time to prevent distortions during welding.
The number of places where bolting and other equipment is used
must be kept as low as possible. The fastanings used at the time
must only be removed by chipping away the seams followed by grind-
ing. The removal of parts welded on by using & sledge-hammer or
oxy-sootylene cutter is strictly forbidden. The length of a tack-
weld must be 40-60 mm. Torn tacking points must be corrected by
chipp.ng.

The plates must be laid out on assembly-plate with a orack from
2-0.5 mm and must then bs joined by tacking. At cacn side of the
butt-joint and at a distance of 200 mm from the joint, weights
must be laid on the plates to prevent distortion during wolding.
These weights mey only bte removed after the ~eam has completely
cooled.

Fitting together will take place in the following orders

(a) TFitting together and wolding of the surfaces;
(b) wolding-on of brackets and structures;
(o) cutting out of openings.

Welding-on of struactures:

The ~elding-ca of structures to the surfaccs will only take
Place after the wolding togother of the surfaces has beon fully
coupleted,

The nett.ng for the structures will be marked out on the laid-
out surfacos, the structures set up, arranged and then made fast
by tacking-welds.

In the case of one-~sided seams, the tacking-welds are to be put
on the opposite side.

Beforu the structures are welded on, weights must be laid on to
prevent distortion. The weights must be placed at a distance of
200 ma from the brackets en both sides of same or on the brackots.
The weights mey only be remeved after the seams have complotaly
coolad. :

Burning out of openirgs:

The openings will be cub-out after the surfaces have been welded
together and the structurcs have been welded on.

The exy-scetylene cutting must conform to the points laid out

e yaces 41 - 3 SECRET CONTROL
FIGISLS GHLY

s, 6

The deck~house will be built together from comp HET sur aces
oither on the deck or on a special floor using tacking-welds
50 mz in length.

Fitting together of the deck-~houso:

Whilst the deck-house is being built torsther end before it is
welded, stays will be fitted betweon the walls of the house and
also botween the deck of the houso and the ship's deck. This is

SRE‘///\to prevent welding distortion in the we'ls, decks and surrounding 25X1
Fﬁ///// __area. The stays may only be removed after all seams have com-

bPletely cooled. The stays will be fitted to a plan madc by the

technionl department.
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Whilst stays are belng fitted, the window~c W1ndow-open1ngs and especcially
the door-openings must be reinforced. To this end a rigid frame
will be set into the door and window opening. These frames will
te made fast to the surround of the openings by means of acrew-
clamps. From cach rigid frame to the opposite wall & stay must
be welded on by using a rod of the type YOHN 15/55 or YOHN 13/45A.

25X1

Stays will be remeved by chipping and the points of welding will
bo levelled using a grinding machine, It is strictly forbidden
to remove the stays ty oxy-acetylene outting.

Inspection control:

The above points must all be controlled before welding. Such
control and checking will be noted in o speecial book. Tnese in-
gtructions for work apply in conjunction with the Production
Technology 024/1 for coal-ore freighters and strict compliance
must be given.

WARNGMUENDE, 12.2.57

WELDING-UP of STFEL TYPE AK 16 on the BRIDGE and COMPASS BRIDGE
of COAL-ORE FREIGHTERS.

The preparation of the welding-seam must be in accordance with
the regulations "GOST.-VORSUCHRLFLEN 52A4-50". Welding-cracks
which differ from the set standards must be corrected. This
mey only be done by grinding and chipping.

The welding-on of all necessary fastenings tc plates of AKX 16
may only be carried out using the type of e¢lsctrodes whielr have
been passed by the board and have been deliverced from RUSSIA.
The typos are YOEN 13/55 and YOHN 13/45A.

Tha length of tacking-welds must be 40-60 mm.

Tacking-welds must not be positioned where welding seams cross
or near openings.

For the welding of AK 16, only welders will be used who have
rassed a tert suitable to the official norm.

For cortrol of the welding the welding machines must ba fitted
with amperemcters. The correciness of these ampercmeters must
be tested once per ménth.

Group-amperemeters may be used which onable the strength of
current of each welding-machine to be checked without the welder
having to stop work. If in any workshop not euough ampcrometcrs
arc available, then it iz permissible to test the strength of
curiont using a transtortable amperemetcr.

Welding a picoce of AK 16 steel iz aot allowed if the roon tem-
perature is belew 0°%c. If the temperature of the parts is below
07C, welding may only be carried out after pre-warming of the
parts to a temperature of not more than 40°C. It is recommended
that pre-warming is done by inductors.

Places where welding is carried out must be protected frem
draught and preeipitation.

Welding witli electrodes type YCHN 13/45A or YOEN 13/55 is te be
carricd oub with a short arc using direcct current and reversing

}’ola.%‘ity- :EG‘ET WMNL 5X1
SECRET 5 BCFCILS oNly g




_San‘vitized Copy Approved for Release 2010/03/29 : CIA-RDP80T00246A034400530001-1

o .

* 5‘.‘

< © - SECGRET

11. (a) Strength of curront in anperes during welding:

Type of Electrode Diameter of Pogition of welding
electrode Normal Vertical and Overhead
in mm. horizontal.
YOHN 13/55 g 3 100-130 90-120 90-120
or 4 160-210 130-160 130-160
YOHN 13/454 § 5 220-280 160-210 -

(v) The checking of the stmngth of current used by each welder
must be done at least once during & shift by a supervisor
of the quality control. Differences must be noted in a
special book kept by the quality control.

12. Residual craters must be carefully weldcd to. It is forbidden
to beat-out residual craters on the basic metal.

1%, Seama will be done in narrow beads with a maximum diameter by
normal and overhead welding of 2 electrode widths and by vert-
ical and horizental welding & maximum diameter of 3 eleotrode
widths.,

14. (a) Seams of over 0.5 m are to be step-back velded. The length
of the steps will deperd upon the elctrode used.

() After complction of each position, the area must be clcaned
of all sediment and spray.

(c) The welding of cach seam will be carricd out without a
break until completed.

(a8) Aftor completion of the seam the weldecr must place his
stamp at the end of the seam.

15, During fitting together of the deck-house and befors welding
conmences, stays will be fitted between the walls of the house
and betweon roof and deck to prevent distorticn, When building-
in the svays, the door and window openings must be reinforced.
To this end = rigid frame will be fitted which is made fast by
screw clamps to the surrcunding edges. Stays will be removed
when all scams are cool. Removal will be done by chipping.
Welded arcas will be levelled using a grinder.

16, It is strictly forbidden to remove stays by oxy-acctylene cut-
ting. During welding of the deck-house only electrodcs must be
usod which conform strictly to para 10 of this instruction.

The order of the welding tozether of the deck-housc ean be seen
in the welding routinc plan SW 1720.001.

WARNEMUENDE 12,.2.57
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